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Epitome 

(57) [Abstract] 

[Objects of the Invention] The sanitary product manufacturing installation which 
does not make useless the original fabric sheet of sanitary products, such as a 
1 panties liner and a sanitary napkin, but can use it effectively is offered. 

[Elements of the Invention] The cutting section 10 is arranged face to face, and it 
consists of the Annville roll 1 1 and the die cut roll 12 with which the meantime is 
sent in original fabric sheet 1 S. The polymerization processing section 20 Counter 
the delivery roll 21 which countered the die cut roll 12 and has been arranged, and 
the delivery roll 21, and it is arranged. It consists of a presser-foot table 22 on 
which the upper surface is sent in package film 2S. The die cut roll 12 On the 
delivery roll 21, attracting a sanitary supply cut into the roll surface delivery and the 
delivery roll 21 Attracting a sanitary supply cut into the roll surface, rather than a 
diameter of the die cut roll 12, even the presserHbot table 22 makes a diameter of 
delivery and the delivery roll 22 size, and it opened it for a gap of sanitary supplies. 
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CLAIMS 



[Glaim(s)] 

[Claim 1] The cutting section which cuts a sanitary supply from an original fabric 
sheet The polymerization processing section which lays a cut sanitary supply on top 
of a package film, the folding section which carries out three fold of the package film 
on top of which a sanitary supply was laid, and the seal cut section which carries out 
the seal cut of the edges on both sides of a folded-up package film It has the 1st 
attraction device in which a sanitary supply which is the sanitary product 
manufacturing installation equipped with the above, and was cut into the roll surface 
is attracted. Said delivery roll In an angle^of-rotation field to a location which 
counters said presser-foot table from said delivery roll and a location which 
counters It has the 2nd attraction device in which a sanitary supply cut into the roll 
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surface is attracted, and peripheral speed of said delivery roll is characterized by 
being more nearly high-speed than peripheral speed of said die cut roll. 
[Claim 2] The sanitary product manufacturing installation according to claim 1 with 
same rotational frequency with a larger and diameter of said delivery roll than a 
diameter of said die cut roll. 

[Claim 3] A sanitary product manufacturing installation according to claim 1 by which 
sponge of isomorphism is put inside a blade of a sanitary supply form formed in a roll 
surface of said die cut roll. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacturing installation of a 
sanitary product. In this invention, a sanitary product is a concept containing a 
panties liner product and a sanitary napkin product, and a sanitary supply is a 
concept containing a panties liner and a sanitary napkin, this invention person is 
easy to pick out a panties liner from a package bag, is sanitary, and offers the thing 
of drawing 7 as a panties liner product with a cheap manufacturing cost The panties 
liner product A shown in this drawing consists of a panties liner t and a package film 
2. There is nothing, and especially the place that panties liner 1 itself changes with a 
commercial thing is the hard drum form with which ends swelled, and after facing 4, 
an absorber 5, and the rear-face material 6 have put on the order toward a 
background from the side front, it is pasted up. Moreover, the adhesives layer 3 
which applied adhesives selectively is formed in the rear face. The package film 2 
constitutes a sheathing bag so that silicon may be later coated and mentioned for 
example, on PE film. And a thing with the width of face W2 wider than the width of 
face W1 of the panties liner 1 is used, and the package film 2 is pasted up in the 
condition of putting on the rear-face material 6 of the panties liner 1. If this package 
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film 2 and the panties liner 1 are used as 3 chip boxes along with a longitudinal 
direction, since the width of face W2 of the package film 2 is wider than the width of 
face W1 of a panties liner, the ends edge of a longitudinal direction will be in the 
condition that only the package films 2 overlapped. And if an ends edge is carried 
out heat-sealing 8, the panties liner product A with which the package film 2 
constituted the sheathing bag of the panties liner 1 will be created. What is 
necessary is just to pull end marginal 2a of the package film 2, in order to use this 
panties liner 1. Shortly after doing so, it is broken along with the heat-sealing 
section 8 of an ends edge, and it can be used if the panties liner 1 is removed from 
the package film 2. This invention relates to the manufacturing installation of the 
sanitary product of the package gestalt like the above. 
[0002] 

[Description of the Prior Art] As are shown in the cutting process which clips a 
panties liner from an original-fabric sheet, the polymerization process which piles up 
a panties liner on a package film, and drawing 7 (B), and shown in the fold-up 
process and drawing 7 (C) which fold and carry out three package films on which the 
panties liner was put, the above-mentioned manufacturing installation heat seals the 
ends edge of a package film 2, and consists of each device perform the seal cut 
process which omits further in the order. Although original fabric sheet 1 S of the 
panties liner 1 and original fabric film 2S of the package film 2 perform superposition 
with cutting in an above-mentioned cutting process and an above-mentioned 
polymerization process, making it run at the speed which synchronized as shown in 
drawing 8 Since the cut width of face W2 of the package film 2 is wider than the 
width of face W1 of a panties liner like previous statement, the useless portion n will 
be made between the panties liner 1 which adjoins original fabric sheet 1S, and 1. By 
the way, as shown in drawing 7 (B), this useless portion n is what carried out the 
laminating of facing 4, an absorber 5, and the rear-face material 6, and since it is 
expensive, it is dramatically uneconomical. 
[0003] 

[Problem(s) to be Solved by the Invention] This invention aims at offering the 
sanitary product manufacturing installation which does not make useless the original 
fabric sheet of sanitary products, such as a panties liner and a sanitary napkin, but 
can use it effectively in view of this situation. 
[0004] 

[Means for Solving the Problem] A sanitary product manufacturing installation (claim 
1) of this invention The cutting section which cuts a sanitary supply from an original 
fabric sheet, The polymerization processing section which lays a cut sanitary supply 
on top of a package film, The folding section which carries out three fold of the 
package film on top of which a sanitary supply was laid, It is the sanitary product 
manufacturing installation which consists of the seal cut section which carries out 
the seal cut of the edges on both sides of a folded"-up package film. Said cutting 
section It is arranged face to face and consists of the Annville roll and a die cut roll 
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with which the meantime is sent in an original fabric sheet Said polymerization 
processing section Counter a delivery rol! which countered said die cut roll and has 
been arranged, and this delivery roll, and it is arranged. It consists of a presser-foot 
table on which the upper surface is sent in a package film. Said die cut roll In an 
angle-of-rotation field to a location which counters said Annville roll and said 
delivery roll from a location which counters It has the 1 st attraction device in which 
a sanitary supply cut into the roll surface is attracted. Said delivery roll In an angle- 
of-rotation field to a location which counters said presser-foot table from said 
delivery roll and a location which counters It has the 2nd attraction device in which 
a sanitary supply cut into the roll surface is attracted, and peripheral speed of said 
delivery roll is characterized by being more nearly high-speed than peripheral speed 
of said die cut roll. As for a device (claim 2) which makes peripheral speed of a 
delivery roll a high speed, in above-mentioned this invention, it is desirable to make 
a diameter of said delivery roll larger than a diameter of said die cut roll, and to 
make a rotational frequency the same. Moreover, as for said die cut roll (claim 3), in 
above-mentioned this invention, it is desirable that sponge of isomorphism is placed 
inside a blade of a sanitary supply form formed in the roll surface. 
[0005] 

[Function] In this invention (claim 1), if it lets an original fabric sheet pass between 
the Annville roll of the cutting section, and a die cut roll, a sanitary supply will be cut, 
and after having been drawn in by the front face of a die cut roll, it will rotate. By 
the revolution, if a sanitary supply is sent in between a die cut roll and a delivery roll, 
after having been drawn in by the front face of a delivery roll, it will rotate further 
until it is pressed down by the presser-foot table. Since the peripheral speed of the 
delivery roll at this time is earlier than the peripheral speed of a die cut roll, the gap 
of the sanitary supplies sent in order maintains the gap which became large and 
became large, and is forced on a package film. Therefore, a gap is packed and cut 
and it can avoid leaving futility to an original fabric sheet in the phase of a cut 
according to this invention. Since only peripheral speed can be enlarged according to 
the configuration of claim 2, making the same the rotational frequency of a die cut 
roll and a delivery roll, it is easy to take the synchronization between both, and a 
synchronous malfunction does not arise. According to the configuration of claim 3, 
with the blade of a die cut roll, when a sanitary supply is pierced from an original 
fabric sheet, even if a sanitary supply tends to fit in in a blade, it is pushed back for 
the elasticity of sponge to the method of outside, and does not fit in in a blade. 
Moreover, since the suction force of the 1 st attraction device acts on a sanitary 
supply through sponge, a sanitary supply does not fall. For this reason, the sanitary 
supply after cutting into a delivery rolf wins popularity certainly and smoothly, and it 
is passed. 
[0006] • 

[Example] Below, the example of this invention is explained based on a drawing. 
Drawing 1 shows the cutting section 10 and the polymerization processing section 
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cutting section 10 counters and arranges the Annville roll 1 1 and the die cut roll 12, 
and original fabric sheet 1 S are sent in among them. The details of this cutting 
section 10 are mentioned later. Said die cut roll 12 is countered, the delivery roll 21 
is arranged, this delivery roll 21 is countered, and the presser-foot table 22 is 
arranged. Original fabric film 2S of a package film are sent to the upper surface of 
the presser-foot table 22. In addition, 23 is a nozzle which injects hot melt adhesive 
selectively to original fabric film 2S. In this example, the peripheral speed is made 
into size rather than the peripheral speed of the die cut roll 12 by making the 
diameter of the delivery roll 21 into size from the diameter of the die cut roll 12. 
[0007] Drawing 2 is the amplification perspective diagram of said cutting section 10. 
The blade 13 of a sanitary supply form is formed, and in a circumferencial direction, 
this blade 13 puts a gap d in the roll surface of the die cut roll 12 as much as 
possible, and is formed in it. And many attraction holes 14 are formed in the roll 
surface of the portion surrounded with the blade 13. About the 1st attraction device 
ir> which a suction effect is made this attraction hole 14, it mentions later. 
[0008] In drawing 3 , 15 is sponge, it is put in by the portion surrounded with the 
blade 13, and the attraction hole 14 is formed also in this sponge 15. When this 
sponge 15 is put in, there is the following advantage. Although the sanitary supply 1 
will be cut if original fabric sheet 1S shown in drawing 6 are sent in between the 
Annville roll 11 shown in drawing 2 , and the die cut roll 12 Since sponge 15 pushes 
back even if the sanitary supply 1 tends to fit in in a blade 13 when [ that ] cut 
Since negative pressure acts through the attraction hole 14 of sponge 15 while 
fitting in in a blade 13, and it becoming impossible to take out and being drawn in by 
reverse, it is drawn in firmly and the inconvenience of falling on the way is not 
produced. 

[0009] In drawing 1 , it is equivalent to an angle of rotation after the sanitary supply 
1 is cut until the delivery roll 21 is won popularity and passed, and theta 1 is the 
attraction field of the die cut roll 1 1 , and it is [ theta 2 is the attraction field of the 
delivery roll 21, and ] equivalent to the angle of rotation after the sanitary supply 1 
is received and passed to the delivery roll 21 until it is pushed against the presser- 
foot table 22. The device in which negative pressure is made to act among each of 
these attraction fields thetal and theta2 is the 1st-2nd attraction device. 
[0010] Drawing 4 -5 show the 2nd attraction device applied to the delivery roll 21. 
Form many attraction holes 14 in the front face of the delivery roll 21, and the duct 
25 which is open for free passage to each attraction hole 14 within the delivery roll 
21 is formed. Stick this duct 25 on the side attachment wall by the side of this 
opening which carries out the opening to one side attachment wall of the delivery 
roll 21, and a stationary plate is attached. A duct 27 is formed in a stationary plate 
26, and the duct 27 which connects the vacuum pump 28 to this duct 27 is formed 
in a circumferencial direction for a long time, and is formed in the angle range 
corresponding to said attraction field theta 2. By this configuration, while the 
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delivery roll 21 rotates, a suction effect will be performed only within the limits of 
the angle field theta 2, and return negative pressure will not act on atmospheric 
pressure except angle field theta2. In addition, also in the die cut roll 12, it is the 
same configuration as parenchyma, and the attraction hole 14 is different only at the 
point currently formed in the field surrounded with the blade 13. 
[0011] Below, an operation of this example is explained based on drawing 1 and 
drawing 6 . Original fabric sheet IS of the sanitary supply 1 are sent in between the 
Annville roll 11 of the cutting section 10, and the die cut roll 12, and mold omission 
of the sanitary supply 1 is carried out from original fabric sheet 1S here. At this time, 
as shown in drawing 6 , the gap d1 of sanitary supply 1 comrades is put in very few 
gaps, and is made not to make a material useless. If the cut sanitary supply 1 is 
attracted and sent with negative pressure in the field of an angle of rotation theta 1 
along with a revolution of the die cut roll 12 and the delivery roll 21 is touched, the 
negative pressure by the side of the die cut roll 12 will be lost, and will be received 
and passed to the delivery roll 21 by negative pressure attraction of the delivery roll 
21. Although the sanitary supply 1 is sent with the delivery roll 21 from here, since 
the peripheral speed of the delivery roll 21 is larger than the peripheral speed of the 
die cut roll 12, the gap d2 of sanitary supply 1 comrades can be extended at every 
delivery. And it will be pushed against original fabric film 2S of the package film with 
which it is sent till the place which faces the presser-foot table 22, and the presser- 
foot table 22 top is sent if only an angle of rotation theta 2 is rotated with the gap 
d2 maintained which was able to be extended. The binder layer 3 which carried out 
zone coating as shows these original fabric film 2S to drawing 7 by the nozzle 23 at 
a before process is formed. Therefore, whenever it is pushed on original fabric film 
2S on the presser-foot table 22, the sanitary supply 1 will be pasted up on original 
fabric film 2S, and the sanitary supply 1 at that time will be located in the center of 
the package film 2 cut into each later. 

[0012] After this, the seal cut of the edges on both sides of the package film 2 
which three fold was carried out through the section and the seal cut section by 
folding up, and was folded up which are not illustrated is carried out, and each 
sanitary product is made. Since original fabric sheet 1S of the expensive sanitary 
supply 1 which carried out the laminating of facing 4 f or an absorber 5 and the rear- 
face material 6 are used without futility by this example like the above, a sanitary 
product can be manufactured economically. 
[0013] 

[Effect of the Invention] this invention — getting twisted — the sanitary product 
manufacturing installation which does not make useless the original fabric sheet of 
sanitary products, such as a panties liner and a sanitary napkin, but can use it 
effectively can be offered. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is explanatory drawing of the cutting section 10 of a sanitary product 
manufacturing installation, and the polymerization processing section 20 concerning 
one example of this invention. 

[Drawing 2] It is the amplification perspective diagram of the cutting section 10. 
[Drawing 3] It is the expanded sectional view showing the blade 13 and sponge 15 of 
the die cut roll 12. 

[Drawing 4] It is the partial perspective diagram of the delivery roll 21. 
[Drawing 5] It is the cross section of the delivery roll 21. 

[Drawing 6] It is explanatory drawing showing a cutting operation and polymerization 
of this invention. 

[Drawing 7] This invention is B line cross section (B) and the perspective diagram 
(C) of the development (A) of the panties liner made applicable to manufacture, and 
(A) drawing. 

[Drawing 8] It is explanatory drawing of a cutting operation and the polymerization 

by the conventional process. 

[Description of Notations] 

10 Cutting Section 11 Annville Roll 

12 Die Cut Roll 13 Blade 

14 Attraction Hole 20 Polymerization Processing Section 
21 Delivery Roll 22 Presser-Foot Table 
25 Duct 1S Original Fabric Sheet 
2S Original fabric film 
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[Drawing 1] 




[Drawing 3] 
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[Drawing 5] 
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